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(57] ABSTRACT

The invention concerns a method for producing a ciga-
rette filter unit, in which filter elements are disposed on
a porous or perforated covering strip and at least par-
tially wrapped thereby and adhesively joined. The ad-
hesive substance is applied to the covering strip along
coating tracks which are at least approximately equidis-
tant from each other and extended at an angle to the
longitudinal orientation of the covering strip. The filter

strand formed in this manner is subdivided by a cutting
device.

13 Claims, 14 Drawing Figures
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1
' PRODUCTION OF CIGARETTE FILTER UNITS

BACKGROUND OF THE INVENTION

The invention relates to a method for producing a
cigarette filter unit in which a sequence of filter ele-
ments are disposed on a continuously supplied porous
or perforated covering strip, are at least partially
wrapped thereby and are adhesively joined and the
filter strand formed in this manner is subdivided by a
cutting device, apparatus for performing the method
and a cigarette filter unit produced in accordance with
the method. |

In the production of cigarette filters which are pro-
vided with porous or perforated covering strips it 18
known for the side of the covering strip that is to be
joined to the plug-like filter elements to be completely
provided with an adhesive substance. This procedure
suffers from disadvantages in that after adhesive joining
of the covering strip to the filter elements on the one

hand at least a substantial proportion of the porous or
perforated places is adhesively joined, and air permea-
bility is substantially reduced, and on the other hand the
degree of air permeability of a covering strip coated in
this manner fluctuates from filter to filter over an exces-
sive range, so that a precise statement of the percentage
of smoke constituents still contained in the cigarette
smoke after flowing through such a cigarette filter can-
not be stated.

When using porous or perforated covering paper it
would be feasible, in order to avoid the above-men-
tioned disadvantages, to apply the adhesive substance in
thin strips along the longitudinal orientation of the cov-
ering paper strip and/or perpendicularly to the longitu-
dinal orientation of the latter. All these solutions would
however suffer from the disadvantage that subsequent
adhesive joining in the same way of a cigarette filter
produced in this manner by means of a porous or perfo-
rated connecting paper for connection to the tobacco
part would result in substantial variation in mutual over-
lapping of the adhesive places, and therefore of the air
permeability from filter to filter which, as already men-
tioned, is undesirable. If the covering paper strip were
to be adhesively joined to the wrapped filter elements
only by means of the adhesive strip, which extends in
the longitudinal orientation of the filter, there would be
a substantial risk that the slightest deformation of the
filter cross-section would result in the formation of false
air ducts extending along the longitudinal orientation of
the filter, which in turn would result in a substantial
change of the flavour and composition of the smoke
inhaled by the smoker. Furthermore, such adhesive
Joining of the covering paper strip to the filter elements
in a filter with a chamber containing free-flowing filter
material would be unusable, because in tightly filled
chambers there would be an excessive risk that a slight
deformation of the filter cross-section would cause
granulate particles to pass through the ducts formed
between two adhesive strips into the mouth of the
smoker, which would be extremely unpleasant for the
latter. If the covering paper strip were to be adhesively
joined to the filter elements only along the circumfer-
ence of the filter elements which are to be wrapped
along circles situated at a distance from each other, it
would of course be impossible for the cutting places to
be arranged so that they always extend through the
relatively narrow adhesively joined ranges, so that the
covering paper strip would be adhesively joined to the
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outside of the wrapped filter elements at the cutting
places when the filter strand is cut into individual por-
tions. However, if this is not the case, i.e. if the adhesive
region 1s situated further towards the interior at a dis-

tance from the cutting place, the covering paper strip

would project slightly from the wrapped filter element
at the cutting place, and give rise to frequent defects in
the filter machine by means of which the filters are

joined to the tobacco part of the cigarette, as has been
shown by tests.

SUMMARY OF THE INVENTION

It is the object of the present invention to provide a
method for producing a cigarette filter unit which is
provided with a porous or perforated covering strip,
and 1n which reliable uniform adhesive joining of the
covering strip takes place over the entire circumference
of the wrapped filter elements, and in distribution over
their entire length, and in which perfect adhesive join-
ing of the covering paper strip to the wrapped filter
elements is forcibly obtained at the cutting places, and
nevertheless important regions of the porous or perfo-
rated wrapping paper strip are kept free of adhesive
substance. Furthermore, the method according to the
invention is to facilitate the production of perfect cham-
ber filters with porous or perforated covering strips,
without the risk of any undesirable escape of free-flow-
ing filter material on the mouth side filter end.

According to the invention, the problem is solved in
a method of the kind described hereinbefore by the use
of a covering strip in which the adhesive substance is
applied to the covering strip along coating tracks which
are at least approximately equidistant from each other
and extend at an angle to the longitudinal orientation of
the covering strip, and the lateral spacing between coat-
Ing tracks is such that at any random place of the cover-
ing strip thus treated there will be at least three adhesive
substance places along a line of observation extending
perpendicularly to the longitudinal orientation of the
covering strip.

‘To achieve a procedure which is as simple as possible,
it 1s convenient that the adhesive substance is applied to
the covering strip on coating tracks which extend paral-
lel with each other. To this end it is advantageous that
the adhesive substance is applied to the covering strip
along straight lines, more particularly lines which ex-
tend at an angle a of 45° with respect to the longitudinal
orientation of the covering strip.

To obtain a useful compromise between sufficient
adhesive joining and maximum covering paper surface
which is free of adhesive substance, it is convenient that
the lateral spacing (a) between the coating tracks is at
least three times as large as the width (b) of the adhesive
substance coating tracks.

In order to obtain an even larger covering paper
surface which is free of adhesive substance, it is advan-
tageous that the adhesive substance is applied in the
form of spots or short lines.

It is of course also possible that the adhesive sub-
stance 1s applied to the covering strip in the form of a
plurality of curves, more particularly sinusoidal curves,
which are displaced parallel with each other.

It 15, however, important to ensure that the adhesive
substance 1s applied to the covering strip so that at least
four adhesive substance places will be disposed at any
random place of the covering strip thus treated along a
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line of observation extending perpendicularly to the
longitudinal orientation of the covering strip.

It 1s possible to use adhesive substance based on ther-
moplastics, for example polyvinyl acetate or a so-called
hot melt adhesive based on wax, for example of the kind
sold by Bostich, DuPont de Nemours, Eastman, Henkel
Chemie and Mobil. The adhesive substance can be ap-
plied to the covering paper strip directly on the ciga-
rette filter production machine prior to the filter ele-
ments being wrapped with the porous or perforated
wrapping paper strip. It is of course also possible to
provide the covering paper strip with the adhesive
substance on a separate adhesive substance coating ma-

chine in accordance with the inventive method, and to
keep it in stock before arranging such a paper strip in
reels on the filter production machine. During produc-

tion of the filters the adhesive substance disposed on the
covering paper strip surrounding the filter elements is
then briefly heated by means of a heating unit, and
therefore liquefied thus achieving adhesive joining be-
tween the covering paper strip and the filter elements.

To form chamber filters it is known to move the filter
‘strand, provided with chamber filling openings, past a
filling member for the introduction of granulated filter
matenal into the filter chambers, and subsequently after
completed filling, to close the chamber filling openings
to arrange a continuous closing strip over the filter
strand to cover the chamber filling openings, and to
adhestively join it to the filter strand. To this end it is
advantageous to use a closing strip to which the adhe-
sive substance is applied along coating tracks which
extend at an angle to the longitudinal orientation of the
closing strip, and are at least approximately equidistant
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from each other. To obtain better closing of the filter

chambers filled with free-flowing filter material, and
more particularly when using pulverized filter material,
it 1s advantageous to use a closing strip each of whose
longitudinal edges is additionally provided with a strip
of adhesive. |

The subject of the present invention also relates to an
apparatus for performing the method according to the

35

invention, and such apparatus is characterized in that

the means for applying adhesive substance to the cover-
ing strip or the closing strip, which is moved forward
along its longltudlnal orientation, has an appllcator
roller which is rotatable about its longitudinal axis and
1s. provided on its circumference with adhesive sub-
stance receptor grooves or adhesive substance transfer
ribs, and the length of the applicator roller corresponds
at least to the width of the covering or closing strip.

In order that the least amount of surface of the cover-
ing paper strip is provided with adhesive substance, i.e.
to obtain the largest possible air-permeable surface of
the covering paper strip, it is advantageous that the
adhesive substance transfer ribs are subdivided by
means of recesses into a plurality of rib portions.

- The subject of the present invention also relates to an
apparatus for performlng the method according to the
invention, and is characterized in that the means for
applying adhesive substance to the covering strip or to
the closing strip comprises an applicator device which
can be reciprocated continuously perpendicularly to the
longitudinal orientation of the strip, and is provided
with a plurality of exit ports, situated at a distance from
each other in the longitudinal orientation of the strip,
which moves forward continuously along its longitudi-
nal orientation and is to be provided with adhesive
substance.
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4
The subject of the present invention also relates to a
cigarette filter unit produced in dccordance"with the
method of the invention, more particularly a cigarette
filter unit having a chamber which contains free-flow-
ing filter material.

- BRIEF DESCRIPTION OF THE DRAWING

The invention will be explained hereinbelow by ref-
erence to the accompanying drawing in which: |

FI1G. 11s a diagrammatic side view of a cigarette filter
production machine; L

FIG. 2 shows to an enlarged scale a plan view of the
covering paper strip in the direction of the arrow A of
FIG. 1; *

FIG. 3 shows to an enlarged scale a plan view of the
closing strip in the direction of the arrow B of FIG. 1;

FIG. 4 1s a side view of a cigarette filter strand pro-
duced in accordance with the invention;

FIG. 5 15 a section along the line V—-—-V of FIG. 4;

FIG. 6 is a perspective view of a first exemplified
embodiment of means for applying adhesive substance
to the covering paper strip; |

FI1G. 7 is a perspective view of a second exemplified
embodiment of means for applying adhesive substance
to the covermg paper strip; |

- FI1G. 8 1s a perspective view of a third exemphﬁed
embodiment of means for applylng adhesive substance
to the covering paper strip;

FIGS. 9 to 11 show perspective views of modlﬁed
embodiments of the applicator rib associated with the
applicator roller which is illustrated in FIG. 6;

FI1G. 12 is a plan view, analogous to FIG. 2, of a
covering paper strip which is provided in a dlfferent
manner with adhesive substance; -

FI1G. 13 is a perspective view of a system for obtain-
ing the adhesive substance appllcatlon illustrated in
FIG. 12; |

FIG. 14 is a side view of a filter c1garette which is
provided with a cigarette ﬁlter produced in accordance
with the invention. |

DESCRIPTION OF THE SPECIFIC
EMBODIMENTS

As can be seen by reference to FIG. 1 the filter ele-
ments ‘1 consisting of cellulose ‘or acetate are aligned
with each other in alternate axial configuration in the
illustrated device, are moved forward in the direction of
the arrow 3 and, to enable chamber filters to be pro-
duced, are placed at uniform distances from each other.

Thereafter the uniformly spaced and axially aligned
filter elements 1 are continuously supplied to a likewise
continuously supplied covering strip 4, are placed
thereon and are guided laterally through guide mem-
bers and are retained in their relative position by means
of a presser belt 5 which is disposed above the covering
strip 4 and circulates in synchronism therewith and the
filter elements are then moved forward together with
the covering strip 4. As can be seen by reference to
FI1G. 2 the side of the covering strip 4 nearest to the
filter elements is provided with an adhesive substance
which can be softened by heat, for example with a ther-
moplastics material or a “hot melt” material so that it is
possible for the individual filter elements 1 to be secured
by means of a heating element 6 on the covering strip 4
immediately after bemg transferred thereto so that any
relative dlsplacement 1.e. any change- of their distance
between them, is rendered impossible. To this end the
heating element 6 can be pressed from the bottom
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against the covering strip 4 and can thus be directly
pressed against the filter elements 1 which are to be
secured. The heating element 6 is arranged so that it can
be removed from the covering strip 4 when this is at rest
in order to avoid burning thereof. After passing by the
heating element 6 the covering strip 4 1s guided over a
cooling member 7 which is cooled with water and the
adhesive substance coating associated with the covering
strip 4, and softened by the heating element 6 solidifies
and the filter elements 1 are secured on the said cover-
ing strip.

After the individual filter elements I are secured on
the covering strip 4 the latter 1s conducted to an endless
conveyor belt 8 and these parts together reach a two-
part moulding unit 9 in which the covering strip 4, of 21
to 22 mm width, in the course of its forward motion, is
wrapped with the exception of a filling slot of approxi-
mately 3 to 4 mm, around the filter elements 1 which
- have a circumference of 25 mm. To obtain complete
adhesive joining of the covering strip 4 to the filter
elements 1 and to ensure precise fixing of the filter diam-
eter the above-mentioned configuration is transferred
by means of the conveyor belt 8 first beneath a second
heating element 10, which covers the top half of the
strand, and immediately thereafter beneath a second
cooling element 11 which also covers the top half of the
strand.

The strand formed 1n this manner is then conveyed by

means of the conveyor belt 8 to a filling part or device
12, described 1n detail in the Swiss Patent Specification
No. . . . (Swiss Patent Application No. 15905/75) in
which the filling part is provided for the introduction of
free-flowing filter material, for example activated car-
bon, into chambers 13 which are formed between the
individual filter elements 1. To increase the charge of
the chambers 13 with free-flowing filter material the
downwardly oriented discharge side of a storage vessel
14 associated with the filling part 12 is connected via a
sliding member which bears sealingly on the side edges
of the covering strip 4, and on the circumferential re-
gions of the filter elements 1 disposed therebetween,
with a suction device 15 disposed upstream of the filler
aperture of the filling part 12 as seen in the direction of
motion of the covering strip 4, as may also be seen by
~ reference to the above-mentioned patent specification.
The chambers 13 evacuated in this manner then pass
‘beneath the discharge slot which forms the filler open-
ing of the storage vessel 14, whereupon the free-flowing
filter material disposed therein is drawn suddenly into
the chambers 13 which appear beneath the sliding sur-
face. As can be seen by reference to FIG. 1 the storage
vessel 14 1s connected by means of a tube or socket 16
‘and a metering device 17 to two storage vessels 18 and
19 which are designed for accommodating two different
kinds of free-flowing filter material.
- After the chambers 13 are filled with free-flowing
- filter material, suction is applied by means of a suction
device 20 to the surface regions of the filter elements 1
exposed between the side edges of the covering strip 4,
and suction 1s also applied to the covering strip side
edges, so that any free-flowing filter material which
may be present in these regions, is removed and any
blackening of the surface regions by such material is
avoided. |

Downstream of the suction device 20, a closing strip
21, the width of which is slightly greater than the width
of the filling slot, is supplied from above over the filling
slot and 1s adhesively fixed by means of a heatable ele-
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ment 22 on the exposed surface of the filter element 1,
and on the side edges of the covering strip 4 by soften-
ing of the adhesive substance coating which ts applied
to the covering strip 24, and is shown in FIG. 3. The
heatable element 22 is mounted so that it can be pivoted
in the upward direction, to enable it to be lifted off the
stationary covering strip 21, if the apparatus is shut
down.

To obtain a precise external shape for the cigarette
filter units the strand, provided with the heated closing
strip 21, is passed beneath a water-cooled cooling mem-
ber 23, where the softened adhesive substance of the
closing strip 21 solidifies.

After the filter strand is closed by adhesive joining, 1t
is supplied to a cutting device 24 where it is subdivided
so that the length’ of each filter structure amounts to
four or six times the length of a single filter intended for
one cigarette.

In the apparatus illustrated in FIG. 1 a covering strip
4, as shown on the left of FIG. 2, of highly porous paper
1s employed, in which the adhesive substance is applied
to coating tracks 25 on the covering strip 4 at an angle
a of 45° relative to the longitudinal orientation of the
covering strip, and the coating tracks 25 have a lateral
spacing a from each other, which is such that at any
desired place of the covering strip 4 treated in this man-
ner and along a line of observation d or e extending
perpendicularly to the longitudinal orientation of the
covering strip, there will be at least three adhesive sub-
stance places 26. This ensures reliable adhesive joining
of the covering strip 4 to the external surfaces of the
filter elements 1, without the air permeability of the
covering strip 4 being excessively reduced by the adhe-
sive substance coating tracks 25, and with any step of
the cutting device 24 at any desired place of the filter
strand, the covering strip is always sufficiently adhe-
sively joined to the filter element 1 disposed at the cut-
ting place, so that subsequently no defects which could
lead to breakdowns are caused in the filter machine
during the subsequent connection to the tobacco part of
the cigarette.

It has been found advantageous that the lateral spac-
ing a between the adhesive substance tracks 25 be at

- least three times as large as their width b. ,
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As can be seen by reference to the right-hand side of
F1G. 2 the adhesive substance can also be applied in the
form of spots or short lines on the covering strip 4 and
with an arrangement of this kind of the adhesive sub-
stance it 1s important to ensure that there will always be
at least three adhesive substance places along any de-
sired line of observation d.

As can be seen from FIG. 3 the closing strip 21 is

provided with adhesive substance coating tracks 25 in
the same manner as the covering strip 4. To reliably
prevent any escape of free-flowing filter material from
the chambers 13 which are closed by the closing strip
21, each longitudinal edge thereof is provided with
adhesive substance strips 27 and 28, in addition to the
adhesive substance tracks 285.
A side view of part of a completely zdhesively joined
filter strand is shown in FIG. 4, and the adhesive sub-
stance tracks which are not visible from the outside are
shown in broken lines. FIG. 5 is a section along the line
V—V of FIG. 4.

The covering strip 4 and the closing strip 21 can be
provided with adhesive substance in the apparatus illus-
trated in FI1G. 1 after being unreeled from a correspond-
ing supply reel. However, it is of course also possible to
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provide the strips 4 and 21 with the adhesive substance
before the strips are introduced into the device illus-
trated in FIG. 1 and to store such strips in the form of
supply reels. |

FIGS. 6, 7 and 8 show different embodiments of 5
means for applying adhesive substance to a covering
strip 4. Identical means can also be used for the closing
strip 21.
- In the device illustrated in FIG. 6 the adhesive sub-
stance is applied to the covering strip 4 in a manner 10

similar to that employed for transferring printer’s ink in
the letter-press process. The adhesive substance 1s deliv-

ered to an adhesive substance transfer roller 30 by
means of a wide slot nozzie in an adhesive substance
delivery device 29, and is thereafter transferred to the 15
adhesive substance transfer ribs 31 of an applicator
roller 32. Opposite to the rotatable applicator roller 32
there is disposed a rotatable contact roller 33, and the
covering strip 4, consisting of highly porous paper, 1s
passed between the two rollers 32 and 33 and in engage- 20
ment therewith for the purpose of applying adhesive
substance tracks 25. In this device hot melt adhesive is
supplied under pressure to the adhesive substance deliv-
ery device 29. The quantity of adhesive substance is
regulated by sliding the adhesive substance delivery 25
device 29 relative to the surface of the roller 30 in the
direction of the arrows 34. |

In the device illustrated in FIG. 7, the adhesive sub-
stance is supplied to the covering strip 4 in a manner
similar to that applied for transferring printer’s ink in 30
the intaglio printing process, namely by the adhesive
substance being delivered into receptor grooves 37 of
the applicator 32 from the adhesive substance delivery
device 29, which bears on the side edges 35 and 36 of
the applicator roller 32, and is then transferred to the 35
surface of the covering strip 4. The amount of adhesive
substance thus transmitted is defined by the depth of the
adhesive substance receptor grooves 37. Hot melt adhe-
sive 1s also supplied under pressure to the adhesive
substance delivery device 29. 40

In the device illustrated in FIG. 8, a thermoplastic
adhesive substance, for example polyvinyl acetate, is
contained in a storage vessel 38. A delivery roller 39 is
rotatably and sealingly disposed on the open front of the
vessel, and in the course of rotation delivers adhesive 45
substance obtained from the storage vessel 38 to an
adhesive substance transfer roller 30. From the adhesive
substance transfer roller 30 the substance is transferred
~ asin the device 1llustrated in FIG. 6. As can be seen by
reference to FIG. 9, each transfer surface 40 of the 50
adhesive substance transfer ribs 31 can be provided with
an adhesive substance receptor groove 41, in order to
improve the delivery of adhesive substance to the sur-
face of the covering strip 4.

The adhesive substance transfer ribs 31 can be subdi- 55
vided by recesses 42 into a plurality of rib portions 43,
in order to obtain the delivery of adhesive substance as
indicated in FIG. 2 on the right, to which end the em-
bodiment illustrated in FIG. 10 transfers the adhesive
substance in the form of short lines, and the embodiment 60
illustrated in FIG. 11 transfers the adhesive substance in
the form of dots to the surface of the covering strip.

FIG. 12 discloses the means by which the adhesive
substance 1s applied in the form of a plurality of succes-
sive sinusoidal curves on to the surface of the covering 65
strip 4. Adhesive substance coating means suitable to
this end are shown diagrammatically in FIG. 13. Dur-
ing the continuous forward motion of the covering strip

8

in the direction of the arrow C, a coating part or device
45 which has seven discharge nozzles 44, and is con-
nected to the supply of adhesive substance, 1s continu-
ously moved reciprocally, perpendicular to the longitu-
dinal extent of the covering strip, and in the direction of
the arrow D, so as to produce sinusoidal adhesive sub-
stance tracks 23. In selecting the distance between the
exit nozzles 44 from each other, it is essential to ensure
that at least three places 26 of adhesive substance will be
situated at any desired place of the covering strip 4

treated in this manner along a line of observation d,
which extends perpendicularly to the longitudinal ori-

entation of the covering strip.

FIG. 14 is a side view of a filter cigarette unit pro-
duced in accordance with the invention. As can be seen
by reference to FIG. 14 the chamber filter 46 is con-
nected to the tobacco part 48 by means of a connecting
strip 47. The connecting strip 47 in which the adhesive
substance is applied along adhesive substance coating
tracks 49 which extend at an angle to or perpendicular
to the adhesive substance tracks 25 on the covering strip
4 so that in any random arrangement of the connecting
strip 47 over the covering strip 4, those surfaces of the
covering and connecting strip 4 or 47 which are free of
adhesive substance are always the same in order that
identical air permeability in the filter region is ensured
for each cigarette. In the example illustrated in FIG. 14
the connecting strip 47 was provided with adhesive
substance coating tracks 49 extending perpendicularly
to the adhesive substance coating tracks 235 disposed on
the covering strip 4, i.e., as can be seen by reference to
FIG. 15, the adhesive substance was applied to the
connecting strip 47 along equidistant straight lines 2§,
which extend at an angle 8 of 135° with respect to the
longitudinal extent of the connecting strip.

By virtue of the above-described construction of the
chamber filter 46, the helical characteristic of the adhe-
sive substance tracks 25, and the regions therebetween
which are not adhesively joined reliably prevent free-
flowing filter material escaping from the filter chamber
13 into the mouth of the smoker, even if the chamber
filter is severely deformed. In selecting the lateral spac-
ing between adhesive substance tracks 25, it is essential
to ensure that the tracks 25 are arranged sufficiently
close side by side, so that the two end sides 50 and S1 of
the helical regions are formed between the adhesive
substance tracks 25, but without adhesive joining do not
overlap when observed along the axial orientation of
the cigarette filter 46, but are situated at a distance from
each other and adjacent to each other, so that any gran-
ulated filter particle which escapes from the chamber 13
into such a region which is not adhesively joined, can-
not in any case reach the mouth of the smoker through
the region without adhesive joining on a straight line,
which is parallel with the filter axis. Only in this way is
it possible to achieve reliable closure of the filter cham-
ber 13, which 1s tightly filled with free-flowing filter
material.

If no chamber filter is produced the plug-like filter
elements 1, which are then arranged in direct sequence
on the covering strip 4, are merely wrapped thereby, in
which case the width of the covering strip 4 of 27 mm
for a filter element circumference of, for example, 25
mm 1is sufficiently large to enable the side edges of the
covering strip 4 to overlap on the finished filter. To
obtain sealing-tight closure of the filter covering, it will
then be possible to provide adhesive substance along the
longitudinal direction on the first side edge of the cov-
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ering strip, which bears externally on the second side
edge, i.e. by analogy to the closing strip 21 illustrated in
FIG. 3 but in the example only along one side edge.

We claim: |

1. In a method of producing a multiplicity of cigarette
filter units from a plurality of filter elements with the aid
of a porous and continuously supplied covering strip
transported in a moving direction, so as to produce a
continuous filter strand having a plurality of chamber
openings, and with the aid of a filling device and a
closing strip,

the steps comprising:

applying an adhesive substance to said covering strip

along a plurality of approximately equispaced coat-
ing tracks,

orienting said coating tracks so that each coating

track forms a predetermined angle with said mov-
ing direction, and so that said adhesive substance
will be applied on at least three locations separated
from one another, along a line at right angles to the
moving direction of said covering strip,

at least partially wrapping said covering strip around

said filter strand,

introducing granular filter material into said openings

to form filter chambers,
applying an adhesive substance to said closing strip
along a plurality of approximately equispaced clos-
Ing strip coating tracks,

orienting said closing strip coating tracks so that each
closing strip coating track forms a predetermined
angle with said moving direction,

adhesively covering said chamber openings with said

closing strip, and

thereafter subdividing said filter strand into said mul-

tiplicity of cigarette filter units.

2. A method as claimed in claim 1, wherein said cov-
ering strip is perforated, and wherein the adhesive sub-
stance 1s applied along a plurality of coating tracks
“which extend parallel to one another. |
- 3. A method as claimed in claim 1, wherein the adhe-
' sive substance is applied along straight lines, said prede-
termined angle with said moving direction being about

45°,

- 4. A method as claimed in claims 2 or 3, wherein each
of said coating tracks has a predetermined width, and
wherein the adhesive substance is applied along said
- predetermined width, each of said coating tracks being
spaced from one another at a predetermined distance
exceeding said predetermined width by at least a factor
of three.

5. A method as claimed in claim 1, wherein the adhe-
sive substance is applied in the form of spots.

6. A method as claimed in claim 1, wherein the adhe-
sive substance is applied in the form of short lines.
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7. A method as claimed in claim 1, wherein the adhe-
sive substance is applied along a plurality of curves
displaced from one another.

8. A method as claimed in claim 1, wherein the adhe-
sive substance is applied along a plurality of sinusoidal
curves displaced from one another.

9. A method as claimed in claim 1, wherein the adhe-
sive substance is applied on at least four locations sepa-
rated from one another along a line at right angles to the
moving direction of said covering strip.

10. A method as claimed i1n claim 1, wherein the
adhesive substance applied 1s composed of a thermo-
plastic adhesive material, taken from the group consist-
ing of polyvinyl acetate and hot melt adhesive based on
wax.

11. A method as claimed in claim 1, wherein said
closing strip is bounded by longitudinal edges, and fur-
ther comprising the step of providing each of said longi-
tudinal edges with an adhesive strip.

12. A method as claimed in claim 1, for producing a
cigarette filter with the further aid of an applicator
roller of a prearranged width, said applicator roller
including adhesive substance receptor means, said pre-
arranged width being at least equal to said predeter-
mined width, and pressing said applicator roller in a
rolling motion on said covering strip.

13. In a method of producing a multiplicity of ciga-
rette filter units from a plurality of filter elements with
the aid of a porous and continuously supplied covering
strip of a predetermined width transported in a moving
direction, so as to produce a continuous filter strand,
and an applicator of a prearranged width, provided
with a plurality of discharge openings spaced from one
another along said moving direction, and including
adhesive substance receptor means, said prearranged
width being at least equal to said predetermined width,

the steps comprising:

applying an adhesive substance to said covering strip

along a plurality of approximately equispaced coat-
ing tracks,

orienting sald coating tracks so that each coating

track forms a predetermined angle with said mov-
ing direction, and so that said adhesive substance
will be applied on at least three locations separated
from one another, along a line at right angles to the
moving direction of said covering strip,

pressing said applicator on said covering strip,

moving said applicator reciprocally along a direction

substantially at right angles to the moving direction
of said covering strip,

discharging said adhesive substance from said dis-

charge openings,

at least partially wrapping said covering strip around

said filter strand, and

thereafter subdividing said filter strand into said mul-

tiplicity of cigarette filter units.
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